д "E^ 
39. 5-7 


a 


y 


Work Order ID 85173 
June-04-12 10:24:21 AM 


“851735 


Setup Start 


Item ID: D3391-023 Accept *NOORDODO0AQO01 00“ 51ү6 1 * 
Revision ID: i 5 
Item Name: Mid Tube Assembly Stop * N с 9 * 
Start Date: 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
vac a de 7 нэ v» ш U FATUR RE 22 ар шарана шалалық Ё Вип Start *N R 4 * 
Approvals: Process Plan: _ Mes. qM Date: 2 [© | of Tooling: Date: — Е 
Sto 
QC: _ ________ Date: __ SPC (Y/N): Рае: _ E P *N R 27 
Sequence ID/ — Operation — — | SetUp —  ToollD Тооі# Plan Accept Reject Reject | Insp. | 
q p ` 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
· Draw Nbr Revision Nbr . 
103391 I | | 5227 
100 0.00 КЕЕ 1 | кш n | | 
* 1 nn* eda Skidtubes 
Skidtubes P Mémo 0.00 - - дэ 
Skidtubes йа ЖОСшшӛе to finish length as рег Dwg 03391 


au 


ЖОреп saddles and GHW holes to 80.375" exept Юг fwd saddle hole of detail 


il pilot holes using DT8796 (Dd not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 


fe MK Remove .030" from Fwd indexing Ridge as рег Dwg 03391 


f Deburr 


&-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg 03391 


me 


Ail #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with 


paint marker, 


***DO NOT DRILL HOLES 23-19-20 FROM FWD END OF JIG 


§Open wearplate holes of D3391-023 assembly detail section G-G to 00.250" 


(10 holes) as per Dwg D3391 


Ё-Ореп wearplate holes of D3391-023 assembly detail section H-H to 


00.297" 


(20 holes) as per Dwg 03391 


***DO NOT OPEN 2 MOST FWD WEARPLATE HOLES*** 


Approval от -3 
Chief Eng / СІ 
Prod Mar QC Inspector 3 


i 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Action Section B 
Description of NC | — Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial ail entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Loy 


June-04-12 10:24:21 AM 


Item ID: D339 1-023 


Work Order ID 85173 


*R5173* _ 


Ere *NOQNNNAN1NN* sa 
p Start * 1 * 
Revision ID: Š N S 
Нет Name: Mid Tube Assembly Stp *NIQ5* 
Start Date: | 04/06/2012 Start Qty: 1.00 *1* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
E зын 2 2 а часа Бадар CREE пса носа Вип Start ж ж 
Approvals: Process Plan: . . . Date Tooling: 20 Date: | Е N Р 1 
Stop 
QC: | 82122: Date SPC (Y/N): 205 Date: = * N R 2 х 
Sequence ID) Operation i а SeUp —— _ ToolID  Tool# Plan Accept Reject Reject шр 0 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
Mf Open .375" holes to .438" ***do not open fwd saddle holes*** 
2 D3391-021 in D3391-023 at 9.00" (see view 2-2) 
Je Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill .188" 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previusly 
tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 m. 
Jp Using DT8217, locating from two previusly drilled holes, drill remaining 2 ‘ y : 5 
wearplate holes into D3391-021. 
art 
ТА from two fwd wearplate holes іп D3391-023 drill remaining 6 ' 
wearplte holes in D3391-021 using DT8937 
I open 12 wearplate holes in D3391-021 to 0.297" dia. 
V beburr and blow out all chips from inside tube, scribe batch 4 in D3391-023 
at aft end. 
110 QC5- Inspect part completeness to step on W/O 0.00 
* * 
110 bo ыі mE | 
QC Memo 0.00 x 9-@ 


Quality Control 


Dart Aerospace Ltd | : ; 
WORK ORDER CHANGES 


DATE | STEP ` PROCEDURE CHANGE | n 
Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


i ti i D š 
correct уе ле юп : л - : Verification | Approval | Approval 
Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Date 


Approval A 
Date : рргоуа! 
Qty aa о QC Inspector 


" i ЕН 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 85173 

June-04-12 10:24:21 AM 

Item ID: D3391-023 
Revision ID: 


Item Name: Mid Tube Assembly 


Start Date: 04/06/2012 Start Qty: 1.00 KAX 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * 
Reference: 
Approvals: Process Plan: | | . Date 

QC: cmm а= Date 
Sequence ID B Operation | и 
Work Center ID Description 
120 Chemical Conversion Coat per QSI005 4.1 
%420% 
HandFinish ' Memo 
Hand Finishing 
130 QC7-Inspect Chemical Conversion Coat 
ие вЫ 
QC Memo 


Quality Control 


Accept 


“851735. 


0.00 


Number 


Page 3 


*NS4* 
*NS2* 


*NR1* 
*NR2* 


Stamp 


*NOnnnA4n100* se зан 
Stop 
Cust Item ID: 
Customer: 
ic EE ии ЕЛЕ Вип Start 
Tooling: "T" Date P 
Stop 
___ SPC(Y/N): Date 
1 7 Set Up/ р Tool ID ` Tool # Plan “Accept _ Reject | Reject | “Insp. | ü 
Run Hours Code Qty Qty 
0.00 


de dy 


E 


Dart Aerospace Ltd 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


STEP PROCEDURE CHANGE 


. 


Approval | Approval 
Qty | Chief Eng/ с 
Prod Mgr QC Inspector 


WORK ORDER CHANGES 


Fault Category: NCR: Yes Мо ООА: Date: 


Disposition: ` QA: N/C Closed: - Date: 


= Correr. ane EI МЕ - Verification | Approval | Approval 
Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


Work Order ID 85173 


June- 04- 12 10: 24: :21 AM 


D3391 -023 


CRAT 73% 


Setup Start 


Stop 


кел 1D: ^" — s*Nonnanáan1nn* 
Revision ID: n nn 
Item Name: Mid Tube Assembly 
Start Date: | 04/06/2012 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Approvals: Process Plan: 22 Date Tooling: 2 Date: MEN 
ос . _ Date SPC (Y/N): Date: 2 

Sequence ID) Operation | ми | Set Up/ © ToolID Тоон Plan Accept 
Work Center ID Description Run Hours Code Qty 
140 0.00 
* 4 AN* Skidtubes 
Skidtubes Memo 0.00 m 
Skidtubes 1-Open float bag holes as per dwg = 2 

2-C'sink float bag holes as per dwg per а Л Д 

3- Prepare tube for welding 

4-Bond web in place as per Dwg D3391 & QSI 015. 

Adhere for 12 hours) 

ARR Sikaflex exp: 0/22/89 - Pe 12 /o€/gy 

batch&: /$ -3-79 

NOTE:ENSURE WEB IS INSERTED IN AFT END OF TUBE 
150 . ОС5- Inspect part completeness to step on W/O 0.00 
«| дүү / 
QC Memo 0.00 7 


Quality Control 


Run Start ЫМ Р 1 * 
Stop ` 
*NR2* 
Reject Reject Insp. — — 
Qty Number Stamp 
UR 
i 
»- 80828, 


Dart Aerospace Ltd 


сво Approval 
QC Inspector 


: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: ` QA: N/C Closed: Date: 


27.25 Corrective Action Section B pou 
Description of NC — - ——— - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


‚ H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


= Е: 


- a Sa sa И 
| Setup зан *NIQ4*- 


Work Order ID 85173 
June-04- 12 10:24:21 AM : 


эн *Nonnná4ninn* 


Item ID: D3391-023 | 
Revision ID: 


Item Name: Mid Tube Assembly Stop *N Q2* 
Start Date: 04/06/2012 Start Qty: 1.00 *4 * Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
= UT ин | |. ee + < раним : INED Run Start 4 * 
Approvals: Process Plan: тэс Рае: ______ Tooling: _________ Date: 0-0 N Р 1 
Sto 

QC: 2 |... Dat: SPC(Y/N) m | pate: O р *N Бэ" 
Sequence D o = Operation E c n | К Set Up/ Си ToolID Тоо! # Plan Accept Reject | ) Reject Insp. шин 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 | 
* 4 бб“ Skidtubes 
Skidtubes Memo 0.00 5 5255727 727, 77У- а о тә; 
Skidtubes 1-Weld crossbolt spacer as per dwg D3391 & QSI 004 2, Ж 70444129 Leuh $ 13 


2-grindweldfluh 00/)//2-023-/7 


170 QC10- Inspect visual per QSIO04- ground welds 0.00 OAS 
*470* . Je al «tL 
QC Мето ооо “8285 шаал 
Quality Control 
180 ОС5- Inspect part completeness to step on W/O 0.00 TT. а. 
оде | \ 
*1an* (Ae gu 
QC Memo 0.00 gu E 


Quality Control 


Dart P emm Ltd 


WORK ORDER CHANGES 


Арргома! i 
| от | STEP PROCEDURE CHANGE Chie Eng/. po | 
Prod Маг ` nspector i 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: . Date: 
Resolution: Disposition: ` QA: N/C Closed: Date: 


Corrective Action Section B 


NOTE: Date & initial all entries 


L HMFORMSQuality Assurance\approved QA\NCRWO RevE 


Work Order ID 85173 
Липе-04-12 10:24:21 AM 


(*R5173* 


Item ID: 03391-023 Accept 


Revision ID: 
Item Name: Mid Tube Assembly 


Start Date: 04/06/2012 Start Qty: 1.00 ын Ril 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * 
Reference: 
Approvals: Process Plan: | |. ___ Date: ___ Tooling: 
QC: | | Date _ ____ SPC (Y/N): 
Sequence ID/ Operation | — —— Set Шр — 
Work Center ID Description Run Hours 
185 Pressure Wash рег 051005 4.3 0.00 
*1A2R* 
HandFinish Мёйо 0.00 
Hand Finishing AND REALODINE AS PER РАК09-043 
190 White Gloss(Ref:4.3.5.1) рег 051005 4.3-Alum 0.00 
*10n0* 
Powdercoat Memo /; Ёс 8% 0.00 — 
Powder Coating START TIME: 2 p 
OVEN TEMPERATURE: 22 l ) 
Ч AÅ 4 FINISH TIME: 

WA 07-10 
200 QC3- Inspect Part Finish 0.00 
*ONN* 
Qc Memo 0.00 


Quality Control 


Cust Item ID: 


Page 6 


*Nonnnan1nn* 277 Sd «ме * 


so *NS2* 


Run Start х МІ R 1 * 
Stop *NR2* | 


Accept Reject Reject Insp. | 
Qty Qty Number Stamp 


1 2607950 


ML 
-afas 


Dart Aerospace Ltd 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


WORK ORDER CHANGES 


Fault Category: 


Disposition: 


Corrective Action 


-Approval 
Chief Eng / 


NCR: Yes No DQA: Date: 
QA: N/C Closed: < Date: 


Section B 


Approval E 
QC Inspector | ` 4 


4 


Item ID: 
Revision ID: 
| Item Name: 


Work Order ID 85173 
June-04-12 10:24:21 AM 


D3391-023 


Mid Tube Assembly 


Accept 


“851735 


ит 3- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" as 


Л. remove T-pins and locate DT9415 from first and third crossbolt hole using T- 


5- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". Remove 


«7 7- press fit 03591-1 spacers using DT9416 starting from 0.500" side 


0.00 


Start Date: 04/06/2012 Start Qty: 1.00 *4* 
Required Date: 18/06/2012 Req'd Qty: 1.00 * 1 * 
ч. Reference: 
Approvals: Process Plan: ___ Date 
QC: _ |... Date їл 
Sequence ID/ _ Operation mms 
Work Center ID Description 
210 
жо 4 n* Skidtubes 
 Skidtubes Memo 
Skidtubes 1- insert D3391-021 into D3391-23 
^ 2- insert T-pins into first and third fwd saddle holes 
per DSI 9364 
pins and clekos 
Ж 
DT9415 
“ | : 
6- deburr, re-alodine and blow out chips 
220 QC5- Inspect part completeness to step on W/O 
*220* 
QC Memo 


Quality Control 


0.00 26, Я Ч» «m- 


Page 7 


*Nonanan1nn* 5% зөн *NS4* 


Stop 


*"NS2* 


Run Start *N Р 4 * 


Cust Item ID: 
Customer: 
Tooling: Л PE Date: — O _—_—_— 
SPC (Y/N): "m Date 
Set Up/ | Tool iD Tool& Plan | Accept | 
Run Hours Code Qty 
0.00 
0.00 2277 X 


Stop 
* * 
NR? 
Reject Reject Insp 0 
Qty Number Stamp 


І (... : d Ales] 42 


Dart Aerospace Ltd | | 


WORK ORDER CHANGES po 


| 
ЕНЕ roval 

DATE | STEP PROCEDURE CHANGE вале Approval 

Prod Mar nspector 


| || 
1 
| 
| 
| 
| ШЕ 


Раг Мо: PAR i: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


INR | WORK ORDER NON-CONFORMANCE (NCR) ` 
Section A 


Corrective Action Section B Verification 


- — - roval | Approval 
Initial Action Description Sign & Section C Appr Eng A а 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QA\NCRWO RevE 


“851 735 ld 
em — *NOnnnániün* sese ма 


Work Order ID 85173 
June-04-12 10:24:21 AM 
Item ID: D3391-023 
Revision ID: 


Item Name: Mid Tube Assembly Stop Ж N с 2 * 
Start Date: 04/06/2012 Start Qty: 1.00 *4 * Cust Item ID: 

Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 

Reference: 

ОН о сох = баз Үл М ћи | fu ааа кы үе рна са а € HE Run Start 4 x 
Approvals: Process Plan: | ç Date: __ .. Tooling: eat mee ast Bs Date: |. : N Р 1 

Sto 
QC: рае __ SP (YIN): " _____ Date: _ нэ 4 *N R Phu 

Sequence ID/ — 0 Operation | С _ SeUp  ToolID Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
230 0.00 

Ы) 2 n* HandFinishing | | 
HandFinish Memo 0.00 A шүтээн HA. [eret Tq 
Hand Finishing ёл install Inserts as рег Dwg 

240 QC5- Inspect part completeness to step on W/O 0.00 

*2An* 297 mu | 

QC Memo 0.00 ` eX 

Quality Control ep 1 Зэн 

250 Identify as рег dwg & Stock шэн 0 000 Ху412 ` 1417- O43 | 09 3031 

*2R()* 

Packaging Memo 0.00 

Packaging 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


BE | NIGE roval | 
DATE | STEP PROCEDURE CHANGE Approval | Approval | | 
Prod Маг | QÇ Inspector : 


RIEN 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: QA: N/C Closed: Date: 


TR Corrective Action Section B АИ 
Description of NC — - — Verification | Approval | Approval 
DATE |5ТЕР Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


Work Order ID 85173 


Јипе-04-12 10:24:21 AM 


Item ID: D3391-023 


Quality Control 


*NOnnnAn100* 54» sen 
Revision ID: š | 
Item Name: Mid Tube Assembly Stop 
Start Date: 04/06/2012 Start Qty: 1.00 4" Cust Item ID: 
Required Date: 18/06/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
ERAI D A С=С Е, E ER S Sos) р š Run Start 
Approvals: Process Plan: . Date 2412 Tooling: 5 Date: 
Sto 

ОСЕ "E Date: ___ SPC (Y/N): 2- Date: _ р 
Sequence ID/ _ . Operation | | |  SetUp/ ToolD  Tool& Plan Accept Reject 
Work Center ID Description Run Hours Code Qty Qty 
260 QC21- Final Inspection - Work Order Release 0.00 
код“ cx 2% 
QC Memo 0.00 


Page 9 


*NS4* 
*NS2* 


*"NR1* 
*"NR2* 


Reject | | Insp. | 
Number 


Stamp 


Dart ин Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes Мо ПО: Date: 


Approval | 4 
pproval 
Chief Eng/ | ос inspector 


COM NE Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B "oe 
Description of NC - — Verification | Approval | Approval 
Chief Eng Chief Eng Date I 


NOTE: Date & initial all entries 


HXFORMS Quality Assurance\approved QANCRWO RevE 


' Picklist Print 
Јипе-04-12 10:24:24 AM 


*85173*_ 
*73391-023* 


Work Order ID: 85173 
D3391-023 
Mid Tube Assembly 


Parent Item: 


Parent Item Name: 


Comments: IPP A05.10.20New Issue KJ/EC 
IPP B06.02.10ECN773 dwg rev.D EC 
IPPC 07.03.20 rev F dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31  ecn 1053P EC 


IPP Rev:F ЕСМ 1056 07-11-13 DD verified by: EC 

IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 

IPP Кеу:Н 08-09-10 revH as per dwg DD verified by:EC 

IPP Rev: І 08-11-13 Removed steps per w/o, QC KJ verified by: ec IPP 
Rev:J add in seq 140 expire date &b# sikaflex DD 10.02.17 verified by:EC 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route 


Start Date: 04/06/2012 
Start Qty: 1.00 


Unitof Qtyon Qty per Kit Total Qty 


Page 1 


— 
“> 


Required Date: 18/06/2012 
Required Qty: 1.00 


Date 


S 
Hem Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued iis 
D2500-1-100 Manufactured No ш Each — 820 — E WD — 
*D2500-1-100* EO NE 
Skidtube Extrusion 
| Location Loc Oty Loc Code 
HALL 82 
30 9 
«e 73 а= ЕЕЕ 
D3391-021 Manufactured No 100 Each 0.0000 1 
27 2 
“Г)3391-0215 9363 е ЧИНЕ с у 
Fwd Tube Assembly Ф 4 
D3389-1 Manufactured No 140 Each 10.0000 1 
*[)33R9-1* ii £x. D 0$ БИРЕ 
Web 
Location 5o Loc Qt Loc Code 
LG (855-544 10 (/ h 
83848 4 
83849 6 


Dart на Ltd Ж 
Approval A 
T pproval. 
2 


WORK ORDER CHANGES 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action- Section B Po 
Description of NC - Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


' Pickiist Print 
June-04-12 10:24:24 AM 
Work Order ID: 85173 
D3391-023 
Mid Tube Assembly 


Parent Item: 


Parent Item Мате: 


D3681-1 


*D)3681-1* 


Spacer 


D3591-1 


*[)3501-1* 


Bushing 


“851735 
«Г)2204-022% 


Manufactured | No 160 Each 

Location Loc Qt 

LG 77 
80361 I 
84053 76 

LG001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 

Manufactured Мо 210 Each 

Location Loc Ot 

FP 5 
80377 
82027 l 

ST055 9] 
57350 i 
83237 90 


Јипе-04-12 10:24:24 AM 


Page 2 


Start Date: 04/06/2012 
Start Qty: 1.00 


Required Date: 18/06/2012 
Required Qty: 1.00 
87.0000 5 5 


** PM Lep 
Loc Code 451/7 55 


96.0000 2 


S АХ alos 


Loc Code 


Shop Packet Print 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR st: Fault Category: NCR: Yes No DQA: Date: 
| Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


НЭРТ Corrective Action Section B PE: 
Description of NC — - — - Verification | Approval | Approval 
Chief Eng Chief Eng Date 
NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRW O RevE 


' Picklist Print 
June-04-12 10:24:24 AM 
Work Order ID: 85173 
D3391-023 
Mid Tube Assembly 


Parent Item: 


Parent Item Name: 


ALS4-1032-130 


«ДІ 54-1032-130“ 


Insert 


Purchased No 


Location 


ST280 


ST281 


ST282 


*R5173* 
*D)3301-023* 


119084 
120671 


120807 
120837 


121269 


230 Each 


Loc Qt 

205 

116 

89 

74 

36 

38 

2178 
2178 


Page 3 | 


Start Date: 04/06/2012 
Start Qty: 1.00 


Required Date: 18/06/2012 
Required Qty: 1.00 
2.457.000 20 20 


Е Pm 4 ul © ela Е 


Loc Code 


м гае Чач HO 


June-04-12 10:24:24 AM | 


Shop Packet Print | 


Page с 


WORK ORDER CHANGES i | 


| Approval | Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / cn 
Prod Mgr перасто 


Part No: PAR #: Fault Category: | NCR: Yes Мо DQA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Aer Corrective Action Section B o 
Description of NC - : — - Verification | Approval | Approval 
DATE |STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


3 | || 
| 
| 
| 
| 
| 
| 
| 
| 
| 
| 
| 
| 
| 
| 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

D3391-011 


FWD TUBE ASSEMBLY 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 


00.438-0.000 


MS27039C4-12 SCREW 
D3672-3 WASHER 

AN960C416L WASHER 
ары 


D3391-013 
MID TUBE ASSEMBLY 


+0.005 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


03391-015 
AFT TUBE ASSEMBLY 


D4095-051 
WEARSHOE 0.50 
REF ар, ӨО 


TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


АМЗСЗА BOLT (1) 
AN960C10L WASHER (1) 
4PL 


/ D4095-041 


AN 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 


B i 
| QTY [PARTNUMBER | DESCRIPTION 
1041 
ТЭХ D3391-041 FLOAT SKIDTUBE ASSEMBLY 
m4 D3391-011. | FWD TUBE ASSEMBLY 
[ + [0339103 | MID TUBE ASSEMBLY 
ШИН 03391-015 AFT TUBE ASSEMBLY 
Luz: 
L 2 035917 BUSHING 
NER] D3672-3 WASHER 
1 D4095-041 T WEARSHOE 
Ë 1 D4095-043 WEARSHOE 
Я 04095-045 WEARSHOE 
[zc D4095-047 WEARPAO 
1 [4095-049 | WEARPAD -j 
Шин D4095-051 WEARSHOE 
724 _ |АМЗСАА BOLT 
L0 АМЗСбА BOLT 
34 АМЗСТА BOLT 
ANS60C10L WASHER 
М527039С4-12 SCREW 
4 AN960C416L WASHER J 


WEARSHOE 


AN3C4A BOLT (1) 


D4095-045 
WEARSHOE AN960C10L WASHER (1) AN960C10L WASHER 
20PL 6PL 
far 
: D3391-041 ASSEMBLY 
SHOP COPY —— 
RETURN TO 


ENGINEERING 
UNCONTROLLED COPY 
SUDJECT TO AMENDMENT 
WITHOUT NOTICE 


a. PSU мог 


GENERAL NOTES Үс | ом | © 4 
1). FINISH: | CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART 051 005 4.3 Ж 

2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" 

AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 

3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 

6) FIT D4095-041 ТО SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 00.50 HOLES FROM SADDLE TO 04095-041 

7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 


THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 00.50 HOLES FROM SADDLE TO D4095-043 


АМЗСТА BOLT 
AN960C10L WASHER 


D4095-043 
WEARSHOE 


t= D4095-047 


WEARPAD 


REF 


D4095-049 с 
AN3C6A BOLT WEARPAD 
AN960C10L WASHER REF 
4PL 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 
PARTS LIST UPDATE, ZN А8-1, ZN A8-2, ZN A6-4, 

ZN B6-8; LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN B6-4, B2-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
ZN D2-4, ZN 07-8, ZN 03-8 

DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED (20.499 DIM AND D3591-1 BUSHING. 
SHT 2 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED (20.499 DIM AND D3591-1 BUSHING. 
(FOR FURTHER INFO SEE DSI 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO D3670-XXXX SPACERS FOR INSTALLING 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
ADD SS WEARSHOE, GASKET 

REMOVE FWD SADDLE HOLE -011/-021 


| 
H 
G 
F 
E | CHANGE TOLERANCE, EASE MANUFACTURE 
| D 


11.10.13 


08.08.20 


07.07.31 


07.01.18 


06.04.25 
06.01.23 
05.09.27 
05.06.10 
PH 05.02.07 


UPDATE TOLERANCE, CHANGE HOLE SIZE 
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WRITTEN PERMISSION FROM DART AEROSPACE USA, NC. 


Dart С нийн Ltd 
WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR ft: Fault Category: NCR: Yes Мо DQA:  . Date: 


Approval 
Date Qty | chiet Eng/ Approval 
Prod Mar QC Inspector 


рај Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B гс 
Description of NC - — — Verification | Approval | Approval 
DATE | STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


25 35 


D ; 4 
SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 
D3391-021 SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY PRIOR TO INSTALLATION OF D3391-025 у 
TRANSFER DRILL THRU 03391-023 WEARSHOES AFT TUBE ASSEMBLY 
03391.021 OPEN TO MID TUBE ASSEMBLY 
000.438.0000 
А TRANSFER DRILL THRU с 
03391-021 OPEN TO 20.499 i 
AND INSTALL D3591-1 BUSHING 
D4095-051 @0.50 
: 04095-047 
WEARSHOE x 20.50 > ар, L2 MR ARPAD 
REF 
| Са” А TEE EE 7-2 D4095-043 ЯГ 
AN3C4A BOLT WEARSHOE ЭГ 
ANS60C10L WASTER D4095-041 ЖАКРЫ 
WEARSHOE AN3C6A BOLT 
REF 
C10L WASHER 
D4095-045 AN3C4A BOLT AN960C10L WASHER ыы wA /м 
WEARSHOE АМ960С101 WASHER 6PL АМЗСТА BOLT 
? 20 PL АМ960С101 WASHER 
B 


4PL B 


03391-043 ASSEMBLY. 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST GENERAL NOTES. 
[ QTY | PART NUMBER DESCRIPTION 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
мз POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 A 
|- Х "03391043 FLOAT SKIDTUBE ASSEMBLY 1 2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" T E L Ë ћ 5 Ë 
T PSP FWDTÜEEASSEMBEY | AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 0 : 
153351 023 MIB TUBE ASSEMBLY 3) TOLERANCES: PER DART QSI 018 UNLESS.OTHERWISE NOTED 2011-11 0 4 
1 | D3391:025 AFT TUBE ASSEMBLY ] 4) UNITS: INCHES UNLESS OTHERWISE NOTED | 
| ЕЛ) 5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
Е 2 | De ET AR OE FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
р x 
1 — T PP S | WEARSHOE Е 6) — FIT D4095 041 TO SKIDTUGE WITH D2571 AND D2572 SADDLES INSTALLED WITH 
А НОЕ __________ | APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND АЕТ HOLES AND DART AEROSPACE USA, INC 
NIE a See 04095-645 WEARPAD TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 DRAWN XDI KENT, WA 
1 | D4095-051 WEARSHOE 7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH CHECKED h | DRAWING NO. REV. 1 
zi | ЫЗА THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND MFG APPR. 52 03391 SHEET2 OF 8 
30: T ANSÉSA — —— TRANSFER D .50 HOLES FR DOLE ТО D409 APPROVED "ES SCALE 
4 ГАМЗСТА t : 
i 38 1 АМ960С10Г” -- DE APPR. = 412 FLOAT SKIDTUBE NTS 
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DATE 44.10.13 


Dart о Ltd 


WORK ORDER CHANGES 


Approval 
Qty | chiereng; | APProval 
Prod Mar QC Inspector 


Part No: PAR ik: Fault Category: NCR: Yes Мо DQA: 4 Date: 
CMS naa Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B TONER 
Description of NC - — - Verification | Approval | Approval 
DATE STEP Section A Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRWO RevE 


30.1 
DIST TO CENTER OF BEND 


— 


6.8:0.25 


13° REF 


13.0 
DISTANCE ТО 
TANGENT POINT 


REF 


D3391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL. 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


03.750 90.031 330020 
REF 
23.750 | 
REF 


3.590790% 23.460 
23.460 тоо 013.750 
REF i rs - 
коло | -4 j 1.420198 
0.687220 
B SECTION A-A SECTION B-B SECTION C-C X B 
SCALE 2X SCALE 2X SCALE 2X 


[р LEAS ED 
2011-11- 04 


DART AEROSPACE USA, INC 


KENT, WA 


[onam — | ХЕ | 


VIEW z-Z 
SCALE 2X |снескео — | „А | REV. 1 


MFG. APPR. М 


ЗНЕЕТЗ OF 8 


COPYRIGHT & 2005 BY DART AEROSPACE USA, INC 
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{WHITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


Dart ийн Ltd 
WORK ORDER CHANGES 


p prova! | Approval 
ief Eng A ас! 
Prod Mgr nepector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: ___ Date: 


те a Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B BEA 
Description of NC - = : Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


ae па == 65 а есес 


20.000 
5 ЕО. SPACES 
4.000 PITCH : 8.000 


4.000 
2.000 


2.79 


DRILL #4 (20.209) 
4PL 


DRILL #4 (20.209) 
4PL 


4.000 
2.000 


0.500 


DRILL THRU 21/64" (@0.328) 


DRILL THRU 21/64" (@0.328) 


20.640 


9PL 4PL 20.640 
CSINK 20.438 х 45° C'SINK 00.438 х 459 
DRILL 90.297 7.25 DRILL (20.297 7.28 
(BOTH SIDES) 10 PL — (DISTANCE TO FWD (BOTH SIDES) 10 PL (DISTANCE TO FWD 


SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL D3391-021 DRILLING DETAIL 


! INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
ISEAL WITH MAGNOBOND 6398 GRIND FLUSH 


GRIND FLUSH 
PRIOR TO PAINTING 


PRIOR TO PAINTING 
4PL 


INSTALL 


INSTALL 
DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 
AFTER FINISH AFTER FINISH 


10PL 10 PL 


D4095-051 


D4095-051 
WEARSHOE / UN WEARSHOE AN 
AN3C4A BOLT VAN AN3C4A BOLT 
АМ960С10: WASHER AN960C10L WASHER 
03391-011 ASSEMBLY DETAIL — 6 PL 6PL 


D3391-021 ASSEMBLY DETAIL 


SEAL WITH 
SIKAFLEX-241/-291 


Қаламы! 


р3391-011/-021 FWD TUBE ASSEMBLY PARTS LIST АМЗСАА BOLT 
D3672-1 WASHER 2011-11-04 
ЕТЕРІ ary - T PART NUMBER | DESCRIPTION AN960C10L WASHER 

D3391-011 FWD TUBE ASSEMBLY n 
03391-021 FWD TUBE ASSEMBLY D3401-041 

TOW CAP 
D3401-041 _ TOW CAP 
D3670-4200 SPACER 
D3672-1 WASHER DETAIL D A 
D4095-051 WEARSHOE SCALE 2X 


D6013-047 _ FWD TUBE 


AN3C4A BOLT 
АМ960С 10L WASHER 
AELS-1032-225 INSERT 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
THIS DOCUMENT ts PTOVATS AND COINFDENTAL АМО 1S SUPPLIED ON THE DORES S CONDITON THAT IY S 
OTTO HEED FOR AYY PURPOSE он COP EQ OR COMULMACATED TO ANY QTHER PERSON WITHOUT 

WRITTEN PERMISSION Fiia DART AEROSPACE USA. 


Dart Г ийн Ltd 
WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA:  . Date: 


Resolution: Disposition: QA: N/C Closed: ` Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 
Description of NC - ——— Verification E E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


HMFORMS Quality Assurance\approved QANCRW O RevE 


DISTANCE TO 
` FWD END OF 
D3389-1 WEB 
4.94 

Y 


D3391-013 MID TUBE ASSEMBLY PARTS LIST 


REFER TO %-- 
DETAIL J 
0.50 


x 


DRILL THRU 21/64° (@0.328) 
DETAIL} CSINK @0.438 X 45° (BOTH SIDES) 
SCALE 4X 12PL 


INSTALL 
03681-1 SPACER 


SECTION G-G SECTION H-H 


SCALE 5X SCALE 5X 


DETAIL E 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) 


<51 
DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH $ FROM TOP AND BOTTOM 
TYP TO 3.610 


цо SECTION XXX 


SCALE 5X 


D3681-1 SPACER 


INSERT 


ALS4-428-165 


ANS60C 10L 


AN960C416L 


М827039С1-09 | 


DETAILE 
SCALE NONE 


DRILL 20.391 


INSTALL А1,54-428-165 INSERT 


D3391-013 MID TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 
3)  WELOING: PER DART QSI 004 


MS27039C4-08 SCREW 


D3672-3 WASHER 


AN960C416L WASHER 


AFTER FINISH 
ç 4PL SECTION L-L 
SCALE 5x 


SECTION M-M 


REFER TO 
DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 
REF 

DETAIL K 

SCALE 4X 


REMOVE 0.225 

FROM TOP AND BOTTOM 
TO 3.800 

(0.7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 
INSTALL AELS-1032-130 INSERT SCALE 5X 
MS27039C1-09 SCREW 

D3672-1 WASHER 

АМ960С101. WASHER 

AFTER FINISH 

4PL 


DRILL 20.250 
4PL SECTION LL-LL 


SCALE 5X SCALE 5X 


[pesn | 5 | DART AEROSPACE USA, INC 
KENT, WA i 

|снескео | үр” | DRAWING NO. REV. 1 
мес арек. | ЖК | SHEETS OF 8 


APPROVED | дїм [TTE SCALE 
DE APPR. | =Й |412 FLOAT SKIDTUBE NTS 
DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 5 ЕГЕ а Мани 
ан EA 


Dart Г ийн Ltd 
WORK ORDER CHANGES 


Approval 
Chief Eng / Approval 
Prod M | °C Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА:____ Date: 


Resolution: Disposition: | QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective ection. specie PM | 
Description of NC Verification | Approval | Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initíal all entries 


HMFORMSQuality Assurance\approved QA\NCRWO RevE 


+0.00 
TYP 10.500 0.70516 


DISTANCE TO REFER TO 
FWD END OF DETAILS 
D3389-1 WEB Y 


494 DISTANCE TO 
END OF WEB 


4.19 


Y 


REFER TO 


x Pd DETAIL K REF 
DETAIL K 
деті DRILL THRU 21/64" (20.328) SCALE 4X 
SCALE 4 CSINK 20.438 X 45° (BOTH SIDES) 
с 5PL 


D3391-023 ASSEMBLY DETAIL 


1 WELD INTO PLACE 
& GRIND FLUSH 
(BOTH ENDS) REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 


INSTALL 
D3681-1 SPACER 


2 (0.7 FROM BOTH ENDS) 
TYP х DRILL 20.297 
B У | INSTALL AELS-1032-130 INSERT REMOVE 0.030 
| AFTER FINISH FROM TOP AND BOTTOM 
ТҮР TO 3.610 
SECTION G-G ЗЕСПОМН-Н 5р SECTION X-X SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X SCALE 5X 


D3391-023 MID TUBE ASSEMBLY PARTS LIST. 
PART NUMBER DESCRIPTION 


Де LEASE 
(ші -П- 04 
pu. 


D3391-023 MID TUBE ASSEMBLY 
D2500-1-100 ^^ EXTRUSION 
D3389-1 WEB 
03681-1 SPACER 
s [безет |. ART AEROSPACE USA, INC 
А DRAWN D KENT, WA 


CHECKED 1 DRAWING NO. REV. 1 
urs АРРА | 7 Wyn 03391 SHEETEOF 8 


D3391-023 MiD TUBE ASSEMBLY 

1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER 051 015 
3) WELDING: PER DART 081 004 


APPROVED | А [rm SCALE 
DE APPR. |  - |412FLOAT SKIDTUBE NTS 
E COPYRIGHT © 2005 ВУ DART AEROSPACE USA, INC e 
PATE 44.40.13 аеро waa EDD om P pratat бирин ныз 
iere a opere N 


WORKORDERCHANGES . ` 


DATE |STEP . PROCEDURECHÁNGE ^ ` 


Fault Category: NCR: Yes Мо ПОЛ: 
Resolution: Disposition: QA: N/C Closed: 


DATE Тана Description of NC Corrective Action Section B Approval 
QC Inspector 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QANCRWO RevE 


a Е “ад. Кышы: Сы EE Az 


MACHINE CONSTANT 
TAPER FROM 93.750 


DETAIL V 


1.526 


REF 7.500 — 


DRILL #4 (20.209) 
2PL 


0.200 


REF 
REF 6.500 


DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


88.93 DETAIL V 


03391-3 АРТ DRILLING AND CUTTING DETAIL е8 
+0000 (MAKE FROM 06014-090 SKIDTUBE MATERIAL) 
с 1.526020 c 
- 0.200 — — 0.68712 919 
3.300 : 93.000 : А 93.000 
03.500 3.300 REF 3:920 REF 

23.750 Мо. 03.750 Мы 

RER RER Ro.o62 НЕР Edd 23.200 
B8 š 

SECTION AA-AA SECTION N-N SECTION P-P SECTION Q-Q SECTION R-R 
SCALE 6X SCALE 6X SCALEGX > SCALE 6X SCALE 6X 


уу RO.062 


REF I Na Ü 


DART AEROSPACE USA, INC 


KENT, WA 


VIEW W-w 


REV. | 
SCALE 4X 


SHEET? OF 8 


DETAILS 
SCALE 4X 


CONDITION THAT IT i$ 
PERSON Wn THOUT 


TO Ø3.200 R CHAMFER 
e 2 30*X0.060 DEEP 
EE ТТТ B 
іе ыздан 


Dart о Ltd 
WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


pep УЛ ЗРАЧИ 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


re n Disposition: QA: N/C Closed: Date: 


| 

| ti ^ 

| Correc Мы Поп. 2856000 5 Verification | Approval | Approval 
| Section C Chief Eng QC Inspector 


NOTE: Date & initial all entries 


HMFORMSQuality Assurance\approved QANCRWO RevE 


DISTANCE BETWEEN HOLE AND --- 
TANGENT POINT 


91-015 ASSEMBLY AND DETAIL 
(SEE TABLE) 


3391-915/-025 ДЕТ TUBE ASSEMBLY PARTS LI: 


R30,0£2.0 


36.000 
9 EQ. SPACES 
4.000 PITCH 


03391-015 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 


DRILL 20.297 
22PL 


537 


14 PL 


(BOTH SIDES) 


DRILL THRU 21/64" (20.328) 


CSINK 20.438 X 45° 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 


D4095-049 
WEARPAD 


AN3CSA BOLT 
AN960C10L WASHER 
4PL 


| QTY- | QTY- | PART NUMBER DESCRIPTION 
016 025 


x D3391-015 AFTTUBE ASSEMBLY — 
= _Х__|93391-025 АЕТ TUBE ASSEMBLY 
вг 

1 1 |02546 AFT САР 

14 4  |D3670-4200 SPACER 

2 2 [038723 WASHER 

1 1. ]|D4005-049 WEARPAD 

1 1 | D4095-047 — | WEARPAD 

1 1 AFT TUBE 


AELS-1032-130 INSERT 

8 8  |AELS-1032-225  |INSERT 

L 4 ALS4-428-165 INSERT 
8 6 |АМЗСАА BOLT 
[4 4. ГАМЗС5А ВОГТ 


10 | io ANS60C10L WASHER 


C'BORE HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032200* AFTER FINISH AS NOTED 


HOLES ату ОТҮ 


MARKED | D3391-015 | 03391-026 
8 


CBORE PIN 
20.430 X 0.170 | AELS-1032-225 


| СВ 8 
CB2 4 4 20.430 X 0.170 | AELS-1032-130 
C83 5 6 20.430 X шон AELS-1032-130 
Сва [4 4 NONE ` LL AELS;1032-130 


PRIOR TO PAINTING 


(NO CBORE) 


D4095-047 
WEARPAD 
AN3C4A BOLT 
AN960C10L WASHER 
4PL 


DISTANCE BETWEEN HOLE AND 


SECTION СС-СС 


SCALE 3X 


өл 


ТАМОЕМТ POINT 


D3391:025 BENDING AND DRILLING DETAIL 


(SEE CBORE DETAIL BELOW) 


4PL 


DRILL 20.391 
CBORE 00.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 


DRILL 20.297 
22PL 


53.7 


DRILL THRU 21/64" (20.328) 
4PL 

CSINK 20.438 X 45° 

(BOTH SIDES) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 


04095-049 
WEARPAD 


АМЗСБА BOLT 
AN@60C10L WASHER 
4PL 


PRIOR TO PAINTING 


(NO CBORE) 


D4095-047 
WEARPAD 


АМЗСАА BOLT 
ANS60C10L WASHER 
4PL 


3391025. ASSEMBLY AND CRORE DETAIL, 


(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-281 


AN3C4A BOLT 

D3672-1 WASHER 
ANS60C10L WASHER 
- 2PL 
- 


CHECKED — | . 4  |DRAWING NO. 
М6. apre | A | 03391 


TITLE 


D2646 AFT CAP 


DART AEROSPACE USA, INC 


KENT, WA 


A 


REV. 
SHEET8 OF 8 


412 FLOAT SKIDTUBE 
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PEFARSSION FROM DART AEROSPACE USA, HC. 


SCALE 
NTS 


эр, 


Dart Aerospace Ltd 


| 
DATE | STEP PROCEDURE CHANGE 


NOTE: Date & initial all entries 


HAMFORMS Quality Assurance\approved QA\NCRWO RevE 


WORK ORDER CHANGES 


Approval | approval | | 
Qty Chief Eng / | 
Prod Mar QC Inspector | 


Fault Category: NCR: Yes Мо ООА: 
Disposition: ОА: М/С Closed: | 


Corrective Action Section B 


Initial Action Description Sign & 
Chief Eng Chef Eng ``: ~ Date 


Verification | Approval | Approval ч 
Section С Chief Eng QC Inspector 


NO. 246 
AWS D17.1.2001 
QUALIFICATION TEST RECORD 


uud pee 


Job number: Sj 
Part number: 22 <> / ~ 23 
Description: 


Welding Process: Ti [4^ Mig[ | 
Base materiel: 


Current: АСИТ ӘСІ | 


TEST REQUIREMENTS AND RESULTS 


Visual: pass fail[ ] 
Penetration: рав A faif | 
"UNACCEPTABLE 

Cracks: pass[/[, fail | 
Undercut: раз а | | 
Pin holes: pass. ҒаШ 1 
Overlap (cold lap) pass а | 
Porosity (surface): pass[ а | 
Coloration: мэ fail[ | 


Qualifier 


КИ "am of Test Coupon ZZ O<. D7 


Welder ( fa Ай, Date of Test Coupon. /2- 06-0 2 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


HAFORMS ProductionVapproved. prod Welding Coupon. Rev. А 


